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Dear Reader

Introduction

Thank you for choosing Fronius - and congratulations on your new, technically high-
grade Fronius product! This instruction manual will help you get to know your new
machine. Read the manual carefully and you will soon be familiar with all the many
great features of your new Fronius product. This really is the best way to get the most
out of all the advantages that your machine has to offer.

Please also take special note of the safety rules - and observe them! In this way, you
will help to ensure more safety at your product location. And of course, if you treat your
product carefully, this definitely helps to prolong its enduring quality and reliability - things
which are both essential prerequisites for getting outstanding results.
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Safety rules

DANGER!

WARNING!

CAUTION!

NOTE!

Important!

General remarks

“DANGER!” indicates an imminently hazardous situation which, if not
avoided, will result in death or serious injury. This signal word is to be

limited to the most extreme situations. This signal word is not used for
property damage hazards unless personal injury risk appropriate to this
level is also involved.

A “WARNING!” indicates a potentially hazardous situation which, if not
avoided, could result in death or serious injury. This signal word is not used
for property damage hazards unless personal injury risk appropriate to this
level is also involved.

A “CAUTION!” indicates a potentially hazardous situation which, if not
avoided, may result in minor or moderate injury. It may also be used to
alert against unsafe practices that may cause property damage.

f “NOTE!” indicates a situation which implies a risk of impaired welding result
and damage to the equipment.

“Important!” indicates practical hints and other useful special-information. It is no
signal word for a harmful or dangerous situation.

Whenever you see any of the symbols shown above, you must pay even closer
attention to the contents of the manual!

This equipment has been made in accordance with the state of the art and

all recognised safety rules. Nevertheless, incorrect operation or misuse may

|L J still lead to danger for

- the life and well-being of the operator or of third parties,

- the equipment and other tangible assets belonging to the owner/
operator,

- efficient working with the equipment.

All persons involved in any way with starting up, operating, servicing and
maintaining the equipment must

- be suitably qualified

- know about welding and

- read and follow exactly the instructions given in this manual.

The instruction manual must be kept at the machine location at all times. In
addition to the instruction manual, copies of both the generally applicable
and the local accident prevention and environmental protection rules must
be kept on hand, and of course observed in practice.

All the safety instructions and danger warnings on the machine itself:
- must be kept in a legible condition

- must not be damaged, must not be removed

- must not be covered, pasted or painted over

For information about where the safety instructions and danger warnings

are located on the machine, please see the section of your machine’s
instruction manual headed “General remarks”.
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General remarks
(continued)

Utilisation for
intended purpose
only

Ambient
conditions

Obligations of
owner/operator
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Any malfunctions which might impair machine safety must be eliminated
immediately - meaning before the equipment is next switched on.

It’s your safety that’s at stake!

The machine may only be used for jobs as defined by the “Intended purpose”.

The machine may ONLY be used for the welding processes stated on the
rating plate.

Utilisation for any other purpose, or in any other manner, shall be deemed to
be "not in accordance with the intended purpose". The manufacturer shall
not be liable for any damage resulting from such improper use.

Utilisation in accordance with the “intended purpose” also comprises

- complete reading and following of all the instructions given in this manual

- complete reading and following of all the safety instructions and danger
warnings

- performing all stipulated inspection and servicing work.

The appliance must never be used for the following:
- Thawing pipes

- Charging batteries/accumulators

- Starting engines

The machine is designed to be used in industrial and workshop
environments. The manufacturer shall not be liable for any damage resulting
from use of the machine in residential premises.

ikewise the manufacturer will accept no liability for defective or faulty work
results.

Operation or storage of the power source outside the stipulated range is
deemed to be “not in accordance with the intended use”. The manufacturer
shall not be liable for any damage resulting herefrom.

Temperature range of ambient air:
- when operating: - 10 °C to + 40 °C (14 °F to 104 °F)
- when being transported or stored: - 20 °C to + 55 °C (-4 °F to 131 °F)

Relative atmospheric humidity:
- upto50 % at40 °C (104 °F)
- upto90 % at 20 °C (68 °F)

Ambient air: Free of dust, acids, corrosive gases or substances etc.

Elevation above sea level: Up to 2000 m (6500 ft)

The owner/operator undertakes to ensure that the only persons allowed to

work with the machine are persons who

- are familiar with the basic regulations on workplace safety and accident
prevention and who have been instructed in how to operate the machine

- have read and understood this operating manual particulary the sections
on “Safety rules”, and have confirmed as much with their signatures

- be trained in such a way that meets with the requirements of the work
results

Regular checks must be performed to ensure that personnel are still working
in a safety-conscious manner.



Obligations of
personnel

Mains connec-
tion

Protection for
yourself and
other persons
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Before starting work, all persons to be entrusted with carrying out work with

(or on) the machine shall undertake

- to observe the basic regulations on workplace safety and accident
prevention

- to read this operating manual particulary the sections on “Safety rules”
and to sign to confirm that they have understood these and will comply
with them.

Before leaving the workplace, personnel must ensure that there is no risk of
injury or damage being caused during their absence.

High-performance devices can affect the quality of the mains power due to
their current-input.

This may affect a number of types of device in terms of:

- connection restrictions

- criteria with regard to maximum permissible mains impedance

- criteria with regard to minimum short-circuit power requirement

7 at the interface with the public mains network
see Technical Data

In this case, the plant operator or the person using the device should check
whether or not the device is allowed to be connected, where appropriate
through discussion with the power supply company.

f NOTE! Ensure that the mains connection is earthed properly.

When welding, you are exposed to many different hazards such as:
- flying sparks and hot metal particles
- arc radiation which could damage your eyes and skin

- harmful electromagnetic fields which may put the lives of cardiac pace-
maker users at risk

- electrical hazards from mains and welding current

- increased exposure to noise

- noxious welding fumes and gases.

Anybody working on the workpiece during welding must wear suitable
protective clothing with the following characteristics:

- flame-retardant

- isolating and dry

- must cover whole body, be undamaged and in good condition

- protective helmet

- trousers with no turn-ups
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Protection for
yourself and
other persons
(continued)

Information on
noise emission
values

Hazards from
noxious gases
and vapours
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“Protective clothing” also includes:

- protecting your eyes and face from UV rays, heat and flying sparks with
an appropriate safety shield containing appropriate regulation filter glass

- wearing a pair of appropriate regulation goggles (with sideguards)
behind the safety shield

- wearing stout footwear that will also insulate even in wet conditions

- protecting your hands by wearing appropriate gloves (electrically insula-
ting, heat-proof)

- To lessen your exposure to noise and to protect your hearing against
injury, wear ear-protectors!

Keep other people - especially children - well away from the equipment and

the welding operation while this is in progress. If there are still any other

persons nearby during welding, you must

- draw their attention to all the dangers (risk of being dazzled by the arc or
injured by flying sparks, harmful welding fumes, high noise immission
levels, possible hazards from mains or welding current ...)

- provide them with suitable protective equipment and/or

- erect suitable protective partitions or curtains.

The device generates a maximum sound power level of <80 dB(A) (ref. 1pW)
when idling and in the cooling phase following operation at the maximum
permissible operating point under maximum rated load conditions according
to EN 60974-1.

It is not possible to provide a workplace-related emission value during wel-
ding (or cutting) as this is influenced by both the process and the environ-
ment. All manner of different welding parameters come into play, including the
welding process (MIG/MAG, TIG welding), the type of power selected (DC or
AC), the power range, the type of weld metal, the resonance characteristics
of the workpiece, the workplace environment, etc.

The fumes given off during welding contain gases and vapors that are
harmful to health.

Welding fumes contain substances which may cause birth defects and
cancers.

Keep your head away from discharges of welding fumes and gases.
Do not inhale any fumes or noxious gases that are given off.

Extract all fumes and gases away from the workplace, using suitable
means.

Ensure a sufficient supply of fresh air.

Where insufficient ventilation is available, use a respirator mask with an
independent air supply.

If you are not sure whether your fume-extraction system is sufficiently
powerful, compare the measured pollutant emission values with the
permitted threshold limit values.

Close the shielding gas cylinder valve or central gas supply if no welding is
taking place.



Hazards from
noxious gases
and vapours
(continued)

Hazards from
flying sparks

Hazards from

mains and weld-

ing current

&N

The harmfulness of the welding fumes will depend on e.g. the following
components:

- the metals used in and for the workpiece

the electrodes

coatings

cleaning and degreasing agents and the like

For this reason, pay attention to the relevant Materials Safety Data Sheets
and the information given by the manufacturer regarding the components
listed above.

Keep all flammable vapors (e.g. from solvents) well away from the arc
radiation.

Flying sparks can cause fires and explosions!
Never perform welding anywhere near combustible materials.

Combustible materials must be at least 11 meters (36 ft. 1.07 in.) away from
the arc, or else must be covered over with approved coverings.

Have a suitable, approved fire extinguisher at the ready.

Sparks and hot metal particles may also get into surrounding areas through
small cracks and openings. Take suitable measures here to ensure that
there is no risk of injury or fire.

Do not perform welding in locations that are at risk from fire and/or
explosion, or in enclosed tanks, barrels or pipes, unless these latter have
been prepared for welding in accordance with the relevant national and
international standards.

Welding must NEVER be performed on containers that have had gases,
fuels, mineral oils etc. stored in them. Even small traces of these
substances left in the containers are a major explosion hazard.

An electric shock is potentially life-threatening, and can be fatal.
Do not touch any live parts, either inside or outside the machine.

In MIG/MAG and TIG welding, the welding wire, the wire spool, the drive
rollers and all metal parts having contact with the welding wire are also live.

Always place the wirefeeder on an adequately insulated floor or base, or
else use a suitable insulating wirefeeder holder.

Ensure sufficient protection for yourself and for other people by means of a
dry base or cover that provides adequate insulation against the ground/
frame potential. The base or cover must completely cover the entire area
between your body and the ground/frame potential.

All cables and other leads must be firmly attached, undamaged, properly
insulated and adequately dimensioned. Immediately replace any loose
connections, scorched, damaged or underdimensioned cables or other
leads.
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Hazards from
mains and weld-

ing current
(continued)

Stray welding

currents
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Do not loop any cables or other leads around your body or any part of your
body.

Never immerse the welding electrode (rod electrode, tungsten electrode,
welding wire, ...) in liquid in order to cool it, and never touch it when the
power source is ON.

Twice the open-circuit voltage of one single welding machine may occur
between the welding electrodes of two welding machines. Touching the
potentials of both electrodes simultaneously may be fatal.

Have the mains and the machine supply leads checked regularly by a
qualified electrician to ensure that the PE (protective earth) conductor is
functioning correctly.

Only run the machine on a mains network with a PE conductor, and plugged
into a power outlet socket with a protective-conductor contact.

If the machine is run on a mains network without a PE conductor and
plugged into a power outlet socket without a protective-conductor contact,
this counts as gross negligence and the manufacturer shall not be liable for
any resulting damage.

Wherever necessary, use suitable measures to ensure that the workpiece is
sufficiently grounded (earthed).

Switch off any appliances that are not in use.
Wear a safety harness if working at height.

Before doing any work on the machine, switch it off and unplug it from the
mains.

Put up a clearly legible and easy-to-understand warning sign to stop
anybody inadvertently plugging the machine back into the mains and
switching it back on again.

After opening up the machine:
- discharge any components that may be storing an electrical charge
- ensure that all machine components are electrically dead.

If work needs to be performed on any live parts, there must be a second
person on hand to immediately switch off the machine at the main switch in
an emergency.

If the following instructions are ignored, stray welding currents may occur.
These can cause:

- fires

- overheating of components that are connected to the workpiece

- destruction of PE conductors

- damage to the machine and other electrical equipment

Ensure that the workpiece clamp is tightly connected to the workpiece.
Attach the workpiece clamp as close as possible to the area to be welded.

On electrically conductive floors, the machine must be set up in such a way
that it is sufficiently insulated from the floor.
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Stray welding
currents
(continued)

EMC device
classifications

EMC measures
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When using current supply distributors, twin head wire feeder fixtures etc.,
please note the following: The electrode on the unused welding torch/
welding tongs is also current carrying. Please ensure that there is sufficient
insulating storage for the unused welding torch/tongs.

In the case of automated MIG/MAG applications, ensure that only insulated
filler wire is routed from the welding wire drum, large wirefeeder spool or
wirespool to the wirefeeder.

Devices with emission class A:
- are only designed for use in an industrial setting
- can cause conducted and emitted interference in other areas.

Devices with emission class B:

- satisfy the emissions criteria for residential and industrial areas. This
also applies to residential areas in which power is supplied from the
public low-voltage grid.

EMC device classification as per the rating plate or technical specifications

In certain cases, even though a device complies with the standard limit values
for emissions, it may affect the application area for which it was designed (e.g.
when there is sensitive equipment at the same location, or if the site where
the device is installed is close to either radio or television receivers).

If this is the case, then the operator is obliged to take appropriate action to
rectify the situation.

Examine and evaluate any possible electromagnetic problems that may
occur on equipment in the vicinity, and the degree of immunity of this
equipment, in accordance with national and international regulations:

- safety features

- mains, signal and data-transmission leads

- IT and telecoms equipment

- measurement and calibration devices

Ancillary measures for preventing EMC problems:

a) Mains supply

- If electromagnetic interference still occurs, despite the fact that the
mains connection is in accordance with the regulations, take additional
measures (e.g. use a suitable mains filter).

b) Welding cables

- Keep these as short as possible

- Arrange them so that they run close together (to prevent EMI problems
as well)

- Lay them well away from other leads.

c) Equipotential bonding

d) Workpiece grounding (earthing)

- where necessary, run the connection to ground (earth) via suitable
capacitors.

e) Shielding, where necessary

- Shield other equipment in the vicinity
- Shield the entire welding installation.
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EMI Precautions

Particular danger

spots
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Electromagnetic fields may cause as yet unknown damage to health.

- Effects on the health of persons in the vicinity, e.g. users of heart pace-
makers and hearing aids

- Users of heart pacemakers must take medical advice before going
anywhere near welding equipment or welding workplaces

- Keep as much space as possible between welding cables and head/
body of welder for safety reasons

- Do not carrywelding cables and hose pack over shoulder and do not
loop around body or or any part of body

Keep your hands, hair, clothing and tools well away from all moving parts,
e.g.

- fans

- toothed wheels, rollers, shafts

- wire-spools and welding wires

Do not put your fingers anywhere near the rotating toothed wheels of the
wirefeed drive.

Covers and sideguards may only be opened or removed for as long as is
absolutely necessary to carry out maintenance and repair work.

While the machine is in use:

- ensure that all the covers are closed and that all the sideguards are
properly mounted ...

- ... and that all covers and sideguards are kept closed.

When the welding wire emerges from the torch, there is a high risk of injury
(the wire may pierce the welder’s hand, injure his face and eyes ...).

For this reason, when feeder-inching etc., always hold the torch so that it is
pointing away from your body (machines with wirefeeder) and wear suitable
protective goggles.

Do not touch the workpiece during and after welding - risk of injury from
burning!

Slag may suddenly “jump” off workpieces as they cool. For this reason,
continue to wear the regulation protective gear, and to ensure that other
persons are suitably protected, when doing post-weld finishing on
workpieces.

Allow welding torches - and other items of equipment that are used at high
operating temperatures - to cool down before doing any work on them.

Special regulations apply to rooms at risk from fire and/or explosion.
Observe all relevant national and international regulations.

Power sources for use in spaces with increased electrical danger (e.g.
boilers) must be identified by the [s] (for “safety”) mark.
However, the power source should not be in such rooms.
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Particular danger
spots

Factors affecting
welding results

: oo o
>oo

> oo

: > oo

Risk of scalding from accidental discharge of hot coolant. Before unplugging
the connectors for coolant forward flow and return flow, switch off the coo-
ling unit.

Observe the information on the coolant safety data sheet when handling
coolant. The coolant safety data sheet may be obtained from your service
centre or downloaded from the manufacturer’s website.

When hoisting the machines by crane, only use suitable manufacturer-

supplied lifting devices.

- Attach the chains and/or ropes to all the hoisting points provided on the
suitable lifting device.

- The chains and/or ropes must be at an angle which is as close to the
vertical as possible.

- Remove the gas cylinder and the wirefeed unit (from MIG/MAG and TIG
units).

When hoisting the wirefeed unit by crane during welding, always use a
suitable, insulating suspension arrangement (MIG/MAG and TIG units).

If a machine is fitted with a carrying strap or carrying handle, remember that
this strap is ONLY to be used for lifting and carrying the machine by hand.
The carrying strap is NOT suitable for transporting the machine by crane,
fork-lift truck or by any other mechanical hoisting device.

All lifting accessories (straps, handles, chains, etc.) used in connection with
the device or its components must be tested regularly (e.g. for mechanical
damage, corrosion or changes caused by other environmental factors).
The testing interval and scope of testing must comply with applicable natio-
nal standards and directives as a minimum.

Danger of colourless and odourless inert gas escaping unnoticed, when
using an adapter for the inert gas protection. Seal the adapter thread for the
inert gas connection using Teflon tape before assembly.

The following requirements with regard to shielding gas quality must be met
if the welding system is to operate in a correct and safe manner:

- Size of solid matter particles <40um

- Pressure dew point <-20°C

- Max. oil content <25mg/m?

Filters must be used if necessary.

NOTE! There is an increased risk of soiling if ring mains are being
used
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Danger from
shielding-gas
cylinders

Safety precauti-
ons at the instal-
lation site and
when being
transported
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Shielding-gas cylinders contain pressurized gas and may explode if they are
damaged. As shielding-gas cylinders are an integral part of the overall
welding outfit, they also have to be treated with great care.

Protect shielding-gas cylinders containing compressed gas from excessive
heat, mechanical impact, slag, naked flames, sparks and arcs.

Mount the shielding-gas cylinders in the vertical and fasten them in such a
way that they cannot fall over (i.e. as shown in the instruction manual).

Keep shielding-gas cylinders well away from welding circuits (and, indeed,
from any other electrical circuits).

Never hang a welding torch on a shielding-gas cylinder.
Never touch a shielding-gas cylinder with a welding electrode.

Explosion hazard - never perform welding on a pressurized shielding-gas
cylinder.

Use only shielding-gas cylinders that are suitable for the application in
question, together with matching, suitable accessories (pressure regulators,
hoses and fittings, ...). Only use shielding-gas cylinders and accessories
that are in good condition.

When opening the valve of a shielding-gas cylinder, always turn your face
away from the outlet nozzle.

Close the shielding-gas cylinder valve when no welding is being carried out.

When the shielding-gas cylinder is not connected up, leave the cap in place
on the shielding-gas cylinder valve.

Observe the manufacturer’s instructions and all relevant national and
international rules applying to shielding-gas cylinders and accessories.

A machine that topples over can easily kill someone! For this reason, always
place the machine on an even, firm floor in such a way that it stands firmly.
- An angle of inclination of up to 10° is permissible.

Special regulations apply to rooms at risk from fire and/or explosion.
Observe all relevant national and international regulations.

By means of internal instructions and checks, ensure that the workplace and
the area around it are always kept clean and tidy.

The appliance must only be installed and operated in accordance with the
protection type stated on the specifications plate.

When installing the appliance, please ensure a clearance radius of 0.5 m
(1.6ft.) , so that cool air can circulate freely.

When transporting the appliance, please ensure that the valid national and
regional guidelines and accident protection regulations are followed. This
applies in particular to guidelines in respect of dangers during transportati-
on and carriage.



Safety precauti-
ons at the instal-
lation site and
when being
transported
(continued)

Safety precau-
tions in normal
operation

Before transportation, completely drain any coolant and dismantle the
following components:

- Wire feed

- Wire wound coil

- Gas bottle

Before commissioning and after transportation, a visual check for damage
must be carried out. Any damage must be repaired by trained service
personnel before commissioning.

Only operate the machine if all of its protective features are fully functional. If
any of the protective features are not fully functional, this endangers:

- the life and well-being of the operator or other persons

- the equipment and other tangible assets belonging to the owner/operator
- efficient working with the equipment.

Any safety devices that are not fully functional must be put right before you
switch on the machine.

Never evade safety features and never put safety features out of order.

Before switching on the machine, ensure that nobody can be endangered by
your doing so.

- Atleast once a week, check the machine for any damage that may be
visible from the outside, and check that the safety features all function
correctly.

- Always fasten the shielding-gas cylinder firmly, and remove it altogether
before hoisting the machine by crane.

- Owing to its special properties (in terms of electrical conductivity, frost-
proofing, materials-compatibility, combustibility etc.), only original coolant
of the manufacturer is suitable for use in our machines.

- Only use suitable original coolant of the manufacturer.

- Do not mix original coolant of the manufacturer with other coolants.

- If any damage occurs in cases where other coolants have been used,
the manufacturer shall not be liable for any such damage, and all
warranty claims shall be null and void.

- Under certain conditions, the coolant is flammable. Only transport the
coolant in closed original containers, and keep it away from sources of
ignition.

- Used coolant must be disposed of properly in accordance with the
relevant national and international regulations. A safety data sheet is
available from your service centre and on the manufacturer’s homepage.

- Before starting welding - while the machine is still cool - check the
coolant level.

Xl ud_fr_st_sv_00467 022013



corrective main- parts will have been designed and manufactured to cope with the stressing
tenance and safety requirements that will be made of them. Use only original spares

Preventive and r With parts sourced from other suppliers, there is no certainty that these
and wearing parts (this also applies to standard parts).

Do not make any alterations, installations or modifications to the machine
without getting permission from the manufacturer first.

Replace immediately any components that are not in perfect condition.
When ordering spare parts, please state the exact designation and the

relevant part number, as given in the spare parts list. Please also quote the
serial number of your machine.

Safety inspection = The manufacturer recommends that a safety inspection of the device is

ﬁ performed at least once every 12 months.

The manufacturer recommends that the power source be calibrated during
the same 12-month period.

A safety inspection should be carried out by a qualified electrician

- after any changes are made

- after any additional parts are installed, or after any conversions
- after repair, care and maintenance has been carried out

- atleast every twelve months.

For safety inspections, follow the appropriate national and international
standards and directives.

Further details on safety inspection and calibration can be obtained from
your service centre. They will provide you on request with any documents
you may require.

Disposal Do not dispose of this device with normal domestic waste!

To comply with the European Directive 2002/96/EC on Waste Electrical and
Electronic Equipment and its implementation as national law, electrical
equipment that has reached the end of its life must be collected separately
and returned to an approved recycling facility Any device that you no longer
require must be returned to our agent, or find out about the approved
collection and recycling facilities in your area.

Ignoring this European Directive may have potentially adverse affects on the

environment and your health!

| 3¢

Safety markings Equipment with CE-markings fulfils the basic requirements of the Low-
Voltage and Electromagnetic Compatibility Guideline (e.g. relevant product
standards according to EN 60 974). .

Equipment marked with the CSA-Test Mark fulfils the requirements made in
<s p:® the relevant standards for Canada and the USA.
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Data security

Copyright

The user is responsible for the data security of changes made to factory
settings. The manufacturer is not liable, if personal settings are deleted.

Copyright to this instruction manual remains the property of the
manufacturer.

The text and illustrations are all technically correct at the time of going to
print. The right to effect modifications is reserved. The contents of the
instruction manual shall not provide the basis for any claims whatever on the
part of the purchaser. If you have any suggestions for improvement, or can
point out to us any mistakes which you may have found in the manual, we
should be most grateful for your comments.

Xl ud_fr_st_sv_00467 022013



ud_fr_st_sv_00467 022013 XV



Contents

RV X T I OO RP RS OPPRPRRRN 3
ST (=] YR URPP PR 3
Y E= Ted ol TN oo T g et =T o SO PRSP ERPTP 3
(== FS3 o ) T R 3
Directive effciency of the VR 1530 PD ... 4
SYSIEM FEQUITEIMENTS ....oeiiiiiieieeie ettt et e e e ettt e e e e e b e et e e e e e e e e e e nnnbe e e e e e e anneee 5
F N o] o] Toz=1 1 o7 TN =Y =T o1 o] - SRR 5
L YY1 USSR 6
Warning notices affixed t0 the Maching ....... ... e 6
1076] 0] 1o =T aTe [ ete] o1 a1 Tex (o] o - OO RPRR 7
LT T | P URRP PR 7
VR 1530 PD = VIEW WITE FEEA ... ..ttt e ettt e e e e e ettt e e e e e s enbae e e e esnnteeeeeaeaans 7
VR 1530 PD - VIEW WIr€ OULIET ...t ee e e e e e e e e e 8
VR 1530 PD - SIAE VIEW ..ttt ettt e e e e e e e e e e e e e e e e e e bbbttt ee e e e e aeaeeaeeaaas 8
Procedure when pushing the Wire Feed button foralong time ................cccco oo 9
T TLiE=] oY o1=T = o] o [P RO PSPPI PPPPPRRR 10
T (=] SRR PEPPR 10
D=y To g = 1 (=To I U E T PR PRPRR 10
Loy B o =T [0 =T 0 T=T o] £ PP PEPRR 10
Room for swivelling up the Wire feed lid .............ueieiei e e e 10
LT o o [ g o] 1= SRR 11
Fitting the wire feed hose 10 the VR 1500 ..o e 12
S F= ) =Y | PP E TSRO OPPPPPPP 12
Fastening the wire feed hose 10 the VR 1500 .......cuuiiiiiiiiiiie e 13
ChECK the dISTANCE .....eeiiii et e e e e e ettt e e e e e e s st e e e e st e e e e e e nneee 13
Distance of 2 mm (0.08 in.) iS NOt AChIEVEM .......coiiiiiiiiie e 15
S T=Y e 1] 7= o PRSP SUUPPPRRIN 16
Fitting wire feed hose from the welding wire drum or from the large Spool ..........cccoooiiiiiiiiie, 18
T (=] PP PEPRR 18
Fastening Wire fEEA NOSE .....ooiiiiiiiiiee et e e e e e e e e e e e e e e e e e aaaaaeeens 18
Replacing Wir€ QUIAE NOZZIES ........ccooieiiiieiie ettt e e e e e e e e e e e e et e e e e e e e aeaeaeeeeesesannn s 19
T =Y | PP T ROSROOPPPPPPP 19
JL o Lo K531 (= Te [ 11 =Y PSR P P PUSTST 19
AACCESSOMIES ...ttt ettt e oot bttt ettt ettt et e e e e e e e e e e e e e e oo e e o e b e e e et e ettt e e e e aaaaaaaeas 19
[T 0T T = 11 (0] o SR 19
Unscrewing the planetary NEAM ..........cooo oo 20
O-riNG SEAI @NA CUP SPIING «.uutttiiiiiiiiiiee ettt ettt e e e e e et e et e e et e e ettt e et e e e et e eeaeaaaaaeeeeeeeesesaaassssssssseneeees 20
Removing the Wire QUIdE NOZZIES .........ccooiiiiieeiee e et ee e e e e e e e 20
Fitting the WIre QUIAE NOZZIES .........coi it e e e e e e e e e e 21
Positioning the O-ring seal and CUP SPIiNQ .........uuuuuiiiiiiiiiiiiiiiie e e e e e eeaeee e 21
Tightening the planetary NEAA ...........eue it e e e e e e e s 21
(o] 1T 1Y AT T o IV o Ty SR 22
SettiNg CONTACE PrESSUIE ...ttt e et e e e e et e e e et e e e e e e e e e e e e e e nneee 22
ST (=] PP PEPRT 22
Disengaging the planetary NEad ..........ooo e 22
Setting pressure spring to COrrect CONtACE PreSSUIE .......coiiiiiiiiii e 23
ENngaging the planetary driVe ... 24
Threading WeldING WIF iN ...ttt e e e e e e e oo e e e e e e a bbbttt e e e et ee e e e e e e e e e e e e ananns 24
Insulated routing of welding wire t0 WIrefeedEr ...........ooiiiiiiiiiiiii e 24
T} =Y | PP RROPROOPPPPPPP 25
[T 0T T = 110 o SRS 25
Disengaging the planetary NEAA ............oi oo e 25
Threading WEIAING WIFE IN......cco it e et e e e e e e e e e eeee st b e e s e e aaeeeeeeeeeesensnnnnnns 26
ENngaging the planetary AriVE ...........oii oo e e e e e a e 27



REPIACING FEEA FOIIEIS ...ttt e e ettt e e e ettt et e e e e e annneeeeas 28

ST (=] PP PPPPPOPPPPRPPN 28
LCTCT oL | PP PP POPPPPRPPN 28
JL oo 3 =T [T =T PP PRPPPPRPPPRP 28
=T o T= =1 1] o I PRSP PRPR 28
Detaching the planetary NEad ............ooo i 29
Removing the spacer and the iNlet NOZZIE ..............ooii i 29
Disassembling the planetary Nad ...........c.euiiiiii i 29
Taking off the roCKING I8V @rbOrs ..........oooi i e e 29
Removing the mounts for wire feed rOllErs ... 30
Dismantling the Wire fE@d FOIEIS .........ooii et 30
Installing the WIre fEEA FOIEIS ... ..t 30
Installing the mounts for wire feed FOlIErS ... 31
Installing the roCKiNg IEVEr @rDOrS ..........eieiiiiie e 31
Assembling the planetary NEAd ..........oooi e 32
Inserting the spacer and the INIEt NOZZIE ...........c..ueiiiii i 32
Mounting the planetary NEAA .............eiiii i 32
FOIOW UDP WOTK .ttt e ottt e oo ettt e e e e ettt e e e e et e e e e e e e e e e nnneee 32
U] 01U | U o T PSR 33
GBNEIAI FEMAIKS ...ttt ettt a e o ket e ket e oottt e e ettt e e a bt e ea b et e e enbe e e e ennae s 33
PUSH-PUIl UNIE SEIECHION ..ot e et e e e e e e e e e e e e ae s e e e eaeaaeeenes 33
U] g 01U L IF=1 [T Y0 0= o | S OO URRPPPPIN 33
Service codes for push-pull @lIigNMENT ... 35
ST (=] PP PPPPPOPPPPRPPN 35
Error codes shown when the drive units are disengaged (“open-circuit” alignment) ............cccccceeeeinnne 35
Error codes shown when the drive units are engaged (‘engaged” alignment) ...........ccccooviiiiieieiiiine 36
REe]8] o] (=] aToTe) i1 Ve HU PP PP PP PP OPPPRPPPN 38
GENEIAI FEMAIKS ...ttt ettt ekt e ket e oottt e e ettt e ea bt e eab et e nbe e e e ennne s 38
A R o O o B =Y 4 o e [ F= To [ o1 £ SR 38
Care, maintenance and AiISPOSEAL ..........uuiiiiiiiiiiiiii et 40
L TCT LT = T g = 4 T PRSP PEPR 40
Every time before starting to use the VR 1530 PD ......oooiiiiiiiiii e 40
1T 0T 1= | PR PEPRR 40
TECNNICAl LA ...t e et e e et e e e e e er e e e e e e e e e 40
RV B3 1O I TSP PP PR 40

Wiring diagram
Spare Parts Lists

Fronius Worldwide



VR 1530 PD

Safety

Machine concept

Areas of use

A WARNING! Incorrect operation can cause serious personal injury and damage
to property. Before initial operation of the VR 1530 PD you must have read and
understood the following documents completely:
- The Operating Manual VR 1530 PD
- The power source operating manual, in particular the chapter ,Safety Regu-
lations®.

A CAUTION! Risk of injury from rotating parts. Only operate the VR 1530 PD with
the lid closed. Only thread the wire in or rewind it using the button(s) when the
lid is closed.

A CAUTION! Risk of injury when the lid is open for maintenance or setting up.

Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD
itself or on other system extensions.

The VR 1530 PD is an unwinding-wire feed, which has been designed specially for
automatic and robotic operation for welding steel, CrNi and CuSi wires. The VR 1530 PD
is highly suited for applications in which exact wire feed and exact wire direction are
required. This is necessary in particular for unwinding wires from a welding wire drum or
a large spool. The VR 1530 PD is used as an additional drive unit between the welding
wire drum or the large spool and the variation of the VR 1500 used in order to achieve
exceptionally constant wire feed for very long hosepacks as well.

Two precision rollers fitted at an angle of 90° to one another produce a large surface
contact to the welding wire. Thanks to the large surface load transmission this leads to
outstanding wire feed even for very soft CuSi-wires and very long hosepacks. The
additional drive and directive efficiency of the VR 1530 PD have a positive influence on
the availability of the whole system.

The good wire feed properties and the excellent directive efficiency open up a very
varied field of application to the VR 1530 PD. The VR 1530 PD is particularly suitable for
applications that require an exact directive function in addition to exact wire feed. All
applications in which a conventional wire directive system has no effect are also seen as
fields of application.

The unwinding-wire feed VR 1530 PD is particularly suitable for applications with the
following requirements:
- Welding wire-drum, large spool
(steel, CuSi, CRNi)
- High welding speed
(process ,Time TWIN Digital“, process ,LaserHybrid®, ...)
- High speed
(small a-dimension, resistance lap seams, ...)



Directive effcien- If the wire is taken from the welding wire drum or the large spool, it has a certain curve

cy of the VR 1530  (discontinuity dimension) and torsion (twist). Amongst other things it is the task of the VR

PD 1530 PD to balance out the discontinuity dimension, as well as the twist if possible
(directive efficiency).

Discontinuity dimension and twist are explained in more detail in the following:

Discontinuity dimension
®< A dimension for the welding wire curve is
the discontinuity dimension. If the welding
wire has been removed from the welding
wire drum or large spool without being
aligned, the discontinuity dimension
corresponds to the diameter (d) of the
resulting circle.

e ——

Fig.1  Discontinuity dimension

Twist

The wire torsion when removed from the
welding wire drum or large spool without
alignment is described as twist.

Fig.2  Twist

Practical effect of tempering and twist
The following illustrations show a comparison of the effects of tempering and twist with
and without VR 1530 PD, when using a welding wire drum or a large spool.

Without VR 1530 PD: With VR 1530 PD:
Discontinuity Welding wire
dimension i outlet straight
I
|
|
——Imprecise —Precise welding
welding seam seam
Fig.3  Effect when wire alignment is missing Fig.4 Exact welding seam during wire alignment



System require-
ments

Application
example

Important! The following positions listed refer to the illustation in the chapter ,Applicati-
on Example® and each apply for one wire feeder or one power source in the system.

System requirements for integrating the VR 1530 PD:

(3) Power source with
- Firmware UST 3.10.22 or higher
- Software FS-Drive

- Conversion kit reinforced motor supply 55V/8A
(6) 1 wire feed hose (from wire drum or from the large spool to the VR 1530 PD)

(7) 1 wire feed hose (from VR 1530 PD to the VR 1500)
(11) Variant of the wire feeder VR 1500 (main wire feeder with central torch connection)

- Firmware SR41 1.70.16 or higher

- Conversion kit PMR4000 PullMig TS/TPS 2700-5000

- Kit VR 1500 - Unwinding-VR
(12) Connecting cable VR 1500

The following application example shows VR 1530 PD in a application using an industrial
robot and with the high performance two-wire process TimeTWIN Digital.

(17) (16) (14) (13)

(12)

(11) (10)

[

1

I
(2)3)

(1)

(4)

(5

Fig.5 Example of application for the VR 1530 PD using the ,, TimeTWIN digital” process

Remote operating panel RCU 5000i

(2x)

Standing control desk (2x, screwed)

2 power sources TPS 5000, with

- LHSB-connection (2x)

- LHSB-connecting cable (1x)

- Software release (2x)

- Software update from the Fronius
database (2x)

- Reinforced motor supply 55V /8 A
(2x)

Cooling device FK 9000 R (1x, part 1

and part 2)

Welding wire drum (2x)

Wire feed hoses (2x, to the VR 1530

PD)

2 wire feed hoses (2x, from VR 1530

PD to the VR 1500)

(8) Unwinding feed VR 1530 PD (2x)
(9) Robacta Twin 900 welding torch
(10) Welding torch hosepack Robacta
Twin
(11) Robotic feeds VR 1500 (2x)
- Kit VR 1500 - Unwinding-VR
- Conversion kit PMR4000 PullMig
(12) Connecting cable VR 1500 (2x)
(13) Standard connecting hosepack (2x)
(14) LocalNet connecting cable between
the power sources
(15) Robotic interface Twin DeviceNet field
bus (on one power source)
(16) Field bus
(17) Robot control



Overview

Warning notices
affixed to the
machine

The unwinding wire feeder VR 1530 PD can be operated using the following power
souces:

Digital power sources:

- Trans (Puls) Synergic 4000

- Trans (Puls) Synergic 5000

- Trans (Puls) Synergic 7200 (parallel operation of two Trans(Puls) Synergic)
- Trans (Puls) Synergic 9000 (parallel operation of two Trans(Puls) Synergic)
-, TimeTWIN digital“ process

The wire feeder comes with extra warning labels affixed to the unit. The warning labels
must NOT be removed or painted over. The symbols warn against incorrect operation.
Incorrect operation can cause serious personal injury and damage to property.

Type: VR 1530-PD

Gl | Artio: 4,045,911

Wels - Austria |SerNo.:

IEC 60974-5 EN 50 199 IP 20
Ur 2V | h 35A

&> | 05-22m/min| 12 360 A/100% 450 A/60%

Ce A [

|—> Do not use the functions described here, until you have read and under-
stood all of the following documents:
- these Operation instructions
- all ,Operating instructions” for the system components, especially the
.Safety rules”

— Welding is dangerous. The following basic requirements must be fulfilled:
- Suitable qualification for welding

- Suitable protective clothing

- Keep other people well away

Fig.5a Warning notices affixed to the wire feeder




Controls and connections

General

VR 1530 PD -
View wire feed

WARNING! Incorrect operation can cause serious personal injury and damage

to property. Only use the functions described when the operating instructions for
the wire feeders, as well as the operating instructions for the power source

have been read and understood completely.

— O~

(5)@ (®

N\

Al

Fig.6  View wire feed

(1)

()

©)

(4)
®)

Wire feed hose mount ... for moun-
ting the wire feed hose from the
welding wire drum or the large spool
Blind cover

Option wire end check, otherwise
blind cover

Blind cover

Positioning screw



VR 1530 PD - (6) Wire feed hose mount ...

View wire outlet /@\ for mounting the wire feed hose to the

( main wire feeder (with central torch
connection)

(7) Connection socket VR 1500 ...
17-pole connection socket for trigge-
ring and supplying the VR 1530 PD as
per the circuit diagram

(8) Blind cover

) (9) Option Interface VR 1530 PD, if
available, otherwise blind cover

(6)

The option Interface VR 1530 PD
provides four customer specific lines
(7) via the VR 1500 (e.g. for connection
of a wire speed sensor).

(8)—

Fig.7  View wire outlet

VR 1530 PD - side
view

o — ' S

7 N
\__/
do())
op()

(12) (13) (14)

Fig.8 Side view

(10) Viewing window ...
for monitoring the wire feed

(11) Unlocking handles ...
push each unlocking handle inside to open the wire feed lid

O— -



VR 1530 PD - side
view
(continued)

Procedure when
pushing the Wire
Feed button for a
long time

NOTE! When closing the wire feed lid ensure that the wire feed lid clicks in
place audibly.

Failure to follow this information

- will lead to the safety cutoff being triggered at the start of welding

- The power source display shows the Service-Code Err | 056

- To cancel Err | 056: Close the lid tightly and push the Error button on the power
source operating panel

A CAUTION! Risk of injury from rotating parts. Contrary to actual operation wire

feed also functions with the lid open. When carrying out work on the VR 1530
PD case, care must be taken that the rotating drive parts of the VR 1530 PD
can not be started by pushing the ‘Wire Threading button(s) on the operating
panel, on the PT-drive itself, or on other system extensions.

(12) Gas Testing button...
For setting the required gas quantity on the pressure release valve. As long as the
Gas Testing button is pressed, gas flows out.

(13) Wire Return button...
for returning the welding wire without gas and power. As long as the Wire Return
button is pressed, the welding wire is returned.

(14) Wire Feed button...
for threading the welding wire without gas and power. As long as the Wire Feed
button is pressed, the welding wire is threaded in.

The procedure described in the following results when the Wire Feed is pushed and held
down, this enables exact positioning of the welding wire.

Important! The procedure described does not apply for the Wire Return button.

A CAUTION! Risk of injury from rotating parts. Only thread the wire in or rewind it
using the button(s) when the lid is closed.

A CAUTION! Risk of injury when the lid is open for maintenance or setting up.

Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD
itself or on other system extensions.

- Hold the button up to one second ...

Push Wire Feed The threading speed in the first

and hold down o, second remains at 1 m/min indepen-

° dently from the value set

Wire speed (m/min) - Hold the button up to 2.5 seconds ...
) i After one second the threading speed

Fdi . .

(e.g. 22) increases evenly during the next 1.5

seconds

- Holding the button longer than 2.5

1 t (Sl seconds ... Constant wire feed takes

\ \ \ \ } place after a total of 2.5 seconds as

1 2253 4 5 per the wire speed set for the para-

Fig.9 March of time for the wire speed when the meter Fdi.

Wire Feed button is pushed and held down



Initial operation

Safety

Designated Use

Set-up require-
ments

Room for swivel-
ling up the wire
feed lid

The VR 1530 PR wire feed is exclusively for MIG/MAG welding within the framework of a
suitable plant configuration.

Any other form of use is deemed as not in accordance with the intended purpose. The
manufacturer is not liable for any damage arising from this.

»Intended use® also comprises:
- Following all the instructions given in this manual
- Performing all stipulated inspection and maintenance work

Two positions are provided for mounting the wire feeder:
- Position 1: Assembly on the bottom plate of the VR 1530 PD
- Position 2: Assembly on the side of the VR 1530 PD

Taking the following room into consideration for swivelling up the wire feed lid when
fitting the VR 1530 PD:

\6.96 in.

10



Fitting drill holes Position 1: Hole pattern on the bottom plate of the VR 1530 PD

E — ]
E C I I T ]
N M8 M8
<
<
[} © ¥
€
€ |M8 M8
o
Yo}
D o #
J \
€
€
Te]
N
o3}
I\l
21.5 mm 280 mm 21.5 mm
Fig.10 Hole pattern - fitting position 1 (mm)
£l & T T[T
NI 0.32in.
- o
. : () o ¥
c| £ .
k= 0.32in.
5| @
- | ©
[9) o 4
. ) §
£
©
0.85in. 11.03in. 0.85in.
Fig.11 Hole pattern - fitting position 1 (in.)
Position 2: Hole pattern on the side of the VR 1530 PD
c 161.5 mm 130 mm 31.5 mm
IS
& b o o o
IS
M8 M8 ©
N~
£ € ©
E e mel E
3 M8 M8 o
© { @J Km p ©
) 2
€
l|: M8 S
M8
( @) e ) |®
E L] o ] 9 e
S O )
= i E—=t
21.5 mm 280 mm 21.5 mm

Fig.12 Hole pattern - fitting position 2 (mm)
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Fitting drill holes

(continued)
. 6.36 in. 5.12in. 1.24in.
c
o ;
o o o o
© © (@ €
0.32in.  0.32in. 3
AN
% -© _
= 0.32in. 032in[ | £
™ i >
< q 0.32in. ) 2
&S L&
c
0.32in. —
l|: M 032in. 2
c o ° O ° o °
o
! i | Bt

0.85in. 11.03 in. 0.85in.

Fig.13 Hole pattern - fitting position 2 (in.)

Fitting the wire feed hose to the VR 1500

Safety A WARNING! Work that is carried out incorrectly can cause serious personal
injury and damage to property.
- Before starting read the ,Safety Regulations* chapter

0 CAUTION! Risk of injury from rotating parts. Only thread the wire in or rewind it
using the button(s) when the lid is closed.

A CAUTION! Risk of injury when the lid is open for maintenance or setting up.

Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD
itself or on other system extensions.

12



Fastening the
wire feed hose to
the VR 1500

Check the dis-
tance

Wire feed hose that leads to the VR 1500:

KO\ - Open wire feed lid

( - Push wire feed hose (15) - Fig. 15 -
with the wire feed nozzle into the
mount (6) - Fig. 14.

(6)—

Fig.14 Push the wire feed hose in

| | =

N

| I
(A) (B) (C)

(16)

Fig.15 Fix the wire feed hose in place

- Slacken knurled screw (16)
- Insert knurled screw (16) in a centre position (B)

Important! The remaining positions (A) and (C) apply for special wire feed hoses with
specially dimensioned wire feed nozzles.

- Screw knurled screw (16) in slightly

- Position wire feed hose (15), so that the knurled screw (16) audibly clicks in place in
the notch on the brass piece on the wire feed hose

- Fasten the wire feed hose using the knurled screw (16)

) o
‘o o

\w
00O

(23) )

@®O0 @@

c @ © ©

TEl-
o

/
]

t

Fig.16 Push the drive unit to the left as far as the stop



Check the dis- Push the drive unit (23) to the left as far as the stop (Fig. 16) by turning the positioning
tance screw (5).
(continued)

- Check that the outlet nozzle (20) is
approx. 1 -2 mm (0.04 - 0.08 in.)
away from the nozzle (19) on the wire
feed hose

1-2 mm (0.04 - 0.08 in.)

Is the distance of approx. 1 -2 mm (0.04 -
0.08 in.) correct:
- Close the wire feed lid

If the distance is more than the range of
approx. 1 -2 mm:
- Then proceed as given here

Fig.17 Distance wire feed nozzle/ outlet nozzle

Tools required:
- 1 engineer’s wrench, spanner width 10
- 2engineer’s wrench, spanner width 13

000 |
(19) (20 (23) ()
@0 e
@loe [|_nr - TE oq |
—{ g e
( L 4_ )
-
L [ [ [ 1
U¢ ;1 -2 mm (0.04 in. - 0.08 in.) ) )

Fig.18 Set a distance of approx. 1 - 2 mm

- Turn the positioning screw (5) so far until there is a distance of 1 - 2 mm (0.04 - 0.08
in) - between the outlet nozzle (20) and the nozzle (19) on the wire feed hose

- Ifthe distance of 1 - 2 mm is reached without a problem: Leave the following section
out and continue as per the section ,Setting the Distance”

Important! Should it not be possible to reduce the distance to 2 mm (0.08 in.) in spite of

turning the positioning screw, then please proceed as per the following section:
- ,Distance of 2 mm (0.08 in.) is not achieved*

14



Distance of 2 mm
(0.08 in.) is not
achieved

Important! This section applies should it not be possible to reduce the distance to 1 - 2
mm (0.04 - 0.08 in.) by turning the positioning screw (5) -Fig. 19 - between the outlet
nozzle and nozzle on the wire feed hose - in spite of turning the positioning screw.

Tools required:
- 1 engineer’s wrench, spanner width 10
- 2engineer’s wrench, spanner width 13

Fig.20 Screw the hexagon nuts on to the end of
the threaded rod

15

Push the drive unit to the right as far
as the stop - by turning the positioning
screw (5).

Remove wire feed hose

Remove planetary head ( see chapter
,Replacing the Inlet Nozzle®)

Turn the hexagon nuts (24) and (25)
using two engineer’s wrenches
(spanner width 13) and turn as far as
the end of the threaded rod

Fit plantary head

Fit wire feed hose

Push the drive unit to the left as far as
the stop - by turning the positioning
screw (5) - Fig. 19.

Then proceed as per the section
~oetting the Distance”




Set distance

(22) (21) (23)

@@
L

@ @

\
17

Bla
ERI

=2 =2

\

< 1-2mm (0.04in.-0.08in.)

Fig.21 Measure the distance tensioning block / motor

- Measure the distance (21) from the tensioning block (22) to the motor (23) and

make a note of it
- Remove wire feed hose

Fig.23 Slacken hexagon nuts

16

Push the drive unit to the right as far
as the stop - by turning the positioning
screw (5).

Unscrew planetary head (see chapter
,Replacing the Inlet Nozzle®)

Slacken the hexagon nuts (24) and
(25) using two engineer’s wrenches
(spanner width 13)

Reset the previously noted distance
(21) - Fig. 21 - by turning the positio-
ning screw (5) - Fig. 22



Set distance
(continued)

Fig.24 Position the drive unit and fix the hexagon
bolts

Fig.25 Push the drive unit to the right completely

17

Turn the hexagon nuts (24) and (25)
by hand as far as the motor mount
Hold the hexagon nuts (25) using an
engineer’s wrench (spanner width 13)
Tighten the hexagon nuts (24) using a
second engineer’s wrench (spanner
width 13)

Push the drive unit to the right as far
as the stop - by turning the positioning
screw (5).

Tighten planetary head (see chapter
.Replacing the Inlet Nozzle®)

Fit wire feed hose

Push the drive unit to the left as far as
the stop - by turning the positioning
screw (5).

Close the wire feed lid




Fitting wire feed hose from the welding wire drum or
from the large spool

Safety

CAUTION! Risk of injury from rotating parts. Only thread the wire in or rewind it
using the button(s) when the lid is closed.

CAUTION! Risk of injury when the lid is open for maintenance or setting up.
Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530
PD itself or on other system extensions.

Fastening wire
feed hose

Wire feed hose from the welding wire
drum or from the large spool:

\ - Open wire feed lid

- Push wire feed hose (15) - Fig. 27 -
with the wire feed nozzle into the

— O~
n mount (1) - Fig. 26.

(1)

Fig.26 Push the wire feed hose in

NN
|

B) @A)

(16)

Fig.27 Fix the wire feed hose in place

- Slacken knurled screw (16)

- Insert knurled screw (16) in one of the positions (A), (B) or (C) dependent on the
wire feed hose used

- Screw knurled screw (16) in slightly

- Position wire feed hose (15), so that the knurled screw (16) can be felt clicking into
place in the notch on the brass piece on the wire feed hose

- Fasten the wire feed hose using the knurled screw (16)

- Close the wire feed lid

18



Replacing wire guide nozzles

Safety

Tools required

Accessories

Preparation

A WARNING! Work that is carried out incorrectly can cause serious personal
injury and damage to property.
- Before starting read the ,Safety Regulations” chapter

A CAUTION! Risk of injury when the lid is open for maintenance or setting up.

Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD
itself or on other system extensions.

- Engineer’s wrench, spanner width 10

The VR 1530 PD is fitted for a wire diameter of 1.2 mm (0.045 in.). The inlet nozzles for
the remaining wire diameters are offered within the framework of the equipment sets
listed in the following. Please take the order numbers from the spare parts list in the
appendix to the operating instructions.

- Inlet/Outlet parts for wire diameter 1.0 mm (0.039 in.)

- Inlet/Outlet parts for wire diameter 1.6 mm (1/16 in.)

- Unthreading welding wire (for more
details on unthreading welding wire
see chapter ,Threading Welding Wire
In®)

- Remove wire feed hoses (for more
details on removing the wire feed
hoses see the following chapter:

- ,Removing the wire feed hose to
the VR 1500*

- ,Remove wire feed hose from the
welding wire drum or from the

Fig.28 Push the drive unit to the right completely large spool®)

- Push the drive unit to the right as far as the stop - by turning the positioning screw (5).

19




Unscrewing the
planetary head

O-ring seal and
cup spring

Removing the
wire guide
nozzles

Important! Before removing the planetary
head pay attention to the following block
»,0-ring seal and cup spring*

- Stop the motor shaft using an
engineer’s wrench (spanner width 10)

- Unscrew the planetary head (26)
carefully by hand in the direction of
the arrow

Fig.29 Unscrewing the planetary head

— O- Ring seal

A

Cup spring

Fig.30 O-ring seal and cup spring

NOTE! When the planetary head is removed the O-ring seal and cup spring fall
out. Please ensure that these parts are not lost.

(20)

(26)

Fig.31 Removing the wire guide nozzles

Shake the spacer (27) and the inlet nozzle (28) carefully out of the planetary head
(26)

Hold the planetary head (26) tight

Slacken the outlet nozzle (20) on the planetary head (26) using an engineer’s
wrench (spanner width 8)

20




Fitting the wire
guide nozzles

Positioning the
O-ring seal and
cup spring

Tightening the
planetary head

(20)

|_@j%j;

(28)  (27)

(26)

Fig.32 Fitting the wire guide nozzles

- Align the inlet nozzle (28) and spacer (27) as per the illustration.
- Insert the inlet nozzle (28) and the spacer (27) in the planetary head (26)

NOTE! Shake carefully to ensure that the inlet nozzle and spacer have been

inserted in the planetary head completely.

- Hold the planetary head (26) tight

- Tighten the outlet nozzle (20) on the planetary head (26) using an engineer’s wrench
(spanner width 8)

— O- Ring seal

\

Cup spring

Fig.33 Positioning the O-ring seal and cup spring

NOTE! Before setting the planetary head in place, position the O-ring seal and

per the illustration.

Fig.34 Tightening the planetary head
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cup spring as per Fig. 32. Care must be taken that the cup spring is aligned as

Place the planetary head (26) against
the motor shaft

Stop the motor shaft using an
engineer’s wrench (spanner width 10)
Tighten the planetary head (26) by
hand in the direction of the arrow

NOTE! Replace the outlet nozzle
as well before refitting the plane-
tary drive:

in accordance with the wire diameter,
which corresponds to the new inlet
nozzle

in accordance with the following
chapter ,Replacing the Outlet Nozzle*




Follow up work - Push the drive unit to the left as far as the stop - by turning the positioning screw (5)
- Fig. 27.
- Fitting the wire feed hoses (see following chapter:
- ,Fitting the wire feed hose to the VR 1500*
.Fit wire feed hose from the welding wire drum or from the large spool)
- Thread the welding wire in (see chapter ,Threading in the Welding Wire®)

Setting contact pressure

Safety WARNING! Work that is carried out incorrectly can cause serious personal

injury and damage to property.
- Before starting read the ,Safety Regulations” chapter

CAUTION! Risk of injury when the lid is open for maintenance or setting up.
Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD
itself or on other system extensions.

Disengaging the

planetary head Position A (33) = Position B

(33)

Fig.35 Disengaging the planetary head

- Open the lid
- Screw the knurled nut (33) in Position B (disengage VR 1530 PD)

NOTE! The contact pressure is set without the welding wire. If the welding wire
is threaded in, unthread it

- Unthreading welding wire (for more details on unthreading welding wire see chapter
» I hreading Welding Wire In%)
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Setting pressure
spring to correct
contact pressure

The VR 1530 PD planetary drive is fitted with a pressure spring (28) as standard. Appli-
cations in conjunction with the VR 1530 PD, require a certain setting range for the
contact pressure. This setting range enables the pressure spring (28) together with the
adjusting screw (29) to

Fig.36 Knurled screw for setting the contact pressure

- Set the contact pressure using the adjusting screw (29) in accordance with the
following table, according to
- Material
- Wire diameter
- Wire speed

Important! A higher setting value for the adjusting screw has the following effects:
- Increased directive efficiency
- Greater danger of welding aire deformation

Weld metal Setting Maximum PPU-Variant
Material Wire diameter Adjusting screw (29) Wire speed VR 1530 PD

Steel 1.0 mm 0-3 20 m/min (788 ipm) 55

Steel 1.2 mm 0-2 22 m/min (867 ipm) 56

Stahl 1,6 mm 0-2 22 m/min (867 ipm) 57

CrNi 1.0 mm In preparation
CrNi 1.2 mm In preparation
CrNi 1.6 mm In preparation
CusSi 1.0 mm In preparation
CuSi 1.2 mm In preparation
CuSi 1.6 mm In preparation
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Engaging the
planetary drive

Position B (33)

Fig.37 Engaging the planetary drive

- Thread the wedling wire in, as per chapter ,Threading in the Welding Wire*
- Screw the knurled nut (33) in Position A (engage VR 1530 PD)

NOTE! For faultfree operation, fix the knurled nut (33) by tightening hand tight in
position (A).

Important! The drive unit of the VR 1530 PD is only engaged when the wire is transpor-
ted further when the planetary head is turned.

- Close the lid

Threading welding wire in

Insulated routing
of welding wire
to wirefeeder

WARNING! Risk of serious injury and material damage or an inferior weld as
the result of earth contact or short-circuit of an uninsulated welding wire. In the
case of automated applications, ensure that only insulated welding wire is
routed from the welding wire drum, large wirefeeder spool or wirespool to the
wirefeeder (e.g. by using a wirefeeding hose).

An earth contact or short circuit can be caused by:

- anuninsulated, exposed length of welding wire coming into contact with an electri-
cally conductive object during welding

- missing insulation between the welding wire and the earthed enclosure of a robot
cell

- chafed wirefeeding hoses, exposing the welding wire

Using wirefeeding hoses ensures that the welding wire remains insulated as it is trans-
ported towards the wirefeeder. To prevent chafing, do not route the wirefeeding hose
over sharp edges. Use hose holders or hose protectors as necessary.

Coupling pieces and hoods for welding wire drums also ensure safe transport of the
welding wire.
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Safety WARNING! Work that is carried out incorrectly can cause serious personal

injury and damage to property.
- Before starting read the ,Safety Regulations” chapter

CAUTION! Risk of injury when the lid is open for maintenance or setting up.

Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD

itself or on other system extensions.

Preparation - Fit wire feed hoses (chapter ,Fitting the wire feed hose to the VR 1500 and ,Fitting
the wire feed hose from the welding wire drum or the large spool*)

NOTE! Before threading the welding wire in, the correct contact pressure must
be set on the VR 1530 PD.

- According to the wire speed and the wire diameter
- As per chapter ,Setting the Contact Pressure®

Disengaging the

planetary head Position A (33)

Fig.38 Disengaging the planetary head

- Open the lid
- Screw the knurled nut (33) in Position B (disengage VR 1530 PD)
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Threading wel-
ding wire in

CAUTION! Risk of injury due to the spring effect of the coiled welding wire.
When threading in the welding wire, hold the end of the wire firmly, to prevent
any injuries that might be caused by the wire flicking back.

- Align approx. 15 cm (6 in.) of the first piece of wire
- Deburr and chamfer the edges of the cut end

- Thread the welding wire in the wire
feed hose (15) from the welding wire
drum or from the large spool.

[=]
Q99 p

i 9 |VvR 1530 PD

(15)

Fig.39 Thread the welding wire into the wire feed
hose

- Thread the welding wire in on the
planetary drive at position (30)

NOTE! If the wire comes to a
point when threading it through
the planetary drive, turn the
planetary head during pushing.

Fig.40 Thread the welding wire into the planetary
drive

VR 1530 PD

Fig.41 Thread the welding wire through the outlet nozzle and into the wire feed hose for the VR 1500

- Thread the welding wire through the outlet nozzle (20) and the nozzle (31) into the
wire feed hose (32) to the VR 1500.

NOTE! If the wire comes to a point when threading it through the planetary
drive, turn the planetary head during pushing.
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Engaging the
planetary drive

Position B P Position A

Fig.42 Engaging the planetary drive

- Screw the knurled nut (33) in Position A (engage VR 1530 PD)

NOTE! For faultfree operation, fix the knurled nut (33) by tightening hand tight in
position (A) (see chapter ,Threading in the Welding Wire®).

Important! The drive unit of the VR 1530 PD is only engaged when the wire is transpor-
ted further when the planetary head is turned.

- Close the lid

CAUTION! Risk of injury from rotating parts of the planetary drive. Let the
welding wire run in only when the lid of the VR 1530 PD is closed. If it is not
possible to let the wire run in for technical reasons, take care that no body
parts, hair or clothing can be caught by the rotating parts.

- Thread the welding wire in the remaining components of the wire feed system and
letitrunin
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Replacing feed rollers

Safety

General

Tools required

Preparation

A WARNING! Work that is carried out incorrectly can cause serious personal

injury and damage to property.

- Before starting read the ,Safety Regulations” chapter

A CAUTION! Risk of injury when the lid is open for maintenance or setting up.
Ensure that the rotating drive parts of the VR 1530 PD can not be started by
pushing the feeder inching button(s) on the operating panel, on the VR 1530 PD

itself or on other system extensions.

After approx. 1200 operating hours and/or when the wire feeding properties are getting
worse we recommend a replacement of the wire feed rollers.

(34) ‘

—_—

(35) —e———

(30— E

Fig.43 Tools required

Fig.44 Push the drive unit to the right completely

(34) wooden or plastic mallet
(35) drift punch
(36) crosstip screwdriver

- Unthreading welding wire (for more

details on unthreading welding wire
see chapter ,Threading Welding Wire
In(i)

- Remove wire feed hoses (for more

details on removing the wire feed

hoses see the following chapter:

- ,Removing the wire feed hose to
the VR 1500*

- ,Remove wire feed hose from the
welding wire drum or from the
large spool)

- Push the drive unit to the right as far as the stop - by turning the positioning screw (5).
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Detaching the - Detach the planetary head (see chapter ,Replacing wire guide nozzles®)
planetary head

Removing the - Shake the spacer (27) and the inlet
spacer and the nozzle (28) carefully out of the plane-
inlet nozzle tary head (26)

(28) (27)

(26)

Fig.45 Removing the spacer and the inlet nozzle

Disassembling
the planetary (28) (37) (33)
head
(39)

Fig.46 Disassembling the planetary head

- Screw off the knurled nut (33)

- Take off the adjusting unit (37)

- Take off the pressure spring (28)

- Dismantle the cover (38) by loosening the two recessed head screws (39)
Taking off the - Press out the rocking lever arbors

rocking lever (40) by means of a drift punch

arbors

Fig.47 Taking out the rocking lever arbors
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Removing the
mounts for wire
feed rollers

Dismantling the
wire feed rollers

Installing the wire
feed rollers

Fig.48 Removing the wire feed rollers with mounts

NOTE! When taking out the mounts (41) make sure that the springs (42) don’t
get lost. You will need them again for reassembling the unit.

- Take out the mounts (41) with the wire feed rollers.

NOTE! Danger of damage to arbors. When taking the arbors (43) out of the
mounts (41) use a wooden or plastic mallet only. Never use a metal hammer.

- Remove the arbors (43) for the wire feed rollers (44) by means of a drift punch
and a wooden or plastic mallet .

(45)

(43)—= (45)

(41)

Fig.49 Removing the knock-out arbors

Important! The following components will be required for reassembling the unit:
- mounts (41)

- arbors (43)

- spacer disks (45)

NOTE! Danger of damage to arbors. When inserting the arbors (43) into the
mounts (41) - Fig. 49 - use a wooden or plastic mallet only. Never use a metal
hammer.

- Install the spacer disks (45) - Fig. 51 - and the new wire feed rollers (44) via the
arbors (43).
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Installing the
mounts for wire
feed rollers

Installing the
rocking lever
arbors

Fig.50 Installing the wire feed rollers with mounts

- Insert the first spring (42)

- Insert the first completely equipped mount (41) in such a way that the wire feed
roller (44) is engaged with the track (47)

- Subsequently turn the unit round the axis (A) and insert the following elements as
depicted in Fig. 50:
- the second spring (42)
- the second complete mount (41)

Important! The installation of the elements additionally depicted above is described in
detail below.

- Install the rocking levers (49) via the
rocking lever arbors (40)

Fig.51 Installing the rocking levers
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Assembling the
planetary head

Inserting the
spacer and the
inlet nozzle

Mounting the
planetary head

Follow up work

(38) (28) (37) (33)

A

(39)

Fig.52 Assembling the planetary head

- Put on the pressure spring (28)

- Put on the adjusting unit (37)

- Mount the cover (38) by means of two recessed head screws (39)
- Tighten the knurled nut (33)

- Align the inlet nozzle (28) and spacer
(27) as per the illustration.

- Insert the inlet nozzle (28) and the

(28) 27) spacer (27) in the planetary head (26)

NOTE! Shake carefully to ensure
that the inlet nozzle and spacer
have been inserted in the planeta-
ry head completely.

(26)

Fig.53 Inserting the spacer and the inlet nozzle

- Mount the planetary head (see chapter ,Replacing wire guide nozzles")

- Push the drive unit to the left as far as the stop - by turning the positioning screw (5)
- Fig. 27.

- Fitting the wire feed hoses (see following chapter:
- ,Fitting the wire feed hose to the VR 1500*
- ,Fit wire feed hose from the welding wire drum or from the large spool®)

- Thread the welding wire in (see chapter ,Threading in the Welding Wire®)
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Push-pull unit

General remarks

Push-pull unit
selection

Push-pull align-
ment

The VR 1530 PD must be calibrated:

- Before each first time use

- After the selection of another Push-pull unit
- Every time the wire feed software is updated

If the VR 1530 PD is not calibrated, standard parameters are used - in certain circum-
stances the welding result can be unsatisfactory.

- Select the “PPU” function in the second menu level (2nd).
(see the Operating instructions of the power source)

1. Select the “PPU” function in the
second menu level (2nd).

For an overview of the error messages which may occur during push-pull alignment,
please refer to the following section headed “Service codes for push-pull alignment”.

2. Use the adjusting dial (or “Mode”
button on the “Standard” control
panel) to select the relevant variant of
the VR 1530 PD:

- Select the appropriate variant of the VR 1530 PD from the table in the section
headed (“Defining the contact pressure on the VR 1530 PD”)

3. Press the torch trigger or ,Feeder
inching“ button once

4. Disengage the drive units of all wirefeeder motors (VR 1530 PD, VR 1500 and
Robacta Drive, ...) - the wirefeeder motors must not be under load (push-pull align-
ment - open circuit)

Important! The drive unit of the VR 1530 PD is not properly disengaged until it is
possible to turn the drive-head with ease.

CAUTION! Danger of injury from rotating components. During the push-pull

A alignment, do NOT touch the inside of the VR 1530 PD; also, make sure that no
hair or clothing can be caught up and pulled into the machine. When you have
finished the push-pull alignment, close the cover of the VR 1530 PD.
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Push-pull align-
ment
(continued)

Press the torch trigger or the ,Feeder
inching“ button again.

The wirefeeder motors are aligned
while not under load. During the
alignment operation, the right-hand
display will read “run”.

As soon as the alignment operation -
in the unloaded state - is complete,
the display will read “St2”.

7. Engage the drive units of all wirefeeder motors (e.g. VR 1530 PD, VR 1500, Ro-
bactaDrive, ...) once again - the wirefeeder motors must be under load (push-pull

alignment - engaged)

Important! The drive unit of the VR 1530 PD is not properly engaged until the wire
continues to be fed when you turn the drive-head by hand.

CAUTION! Danger from wire emerging at speed. Hold the welding torch so
that it points away from your face and body.

CAUTION! Danger of injury from rotating components. During the push-pull
alignment, do NOT touch the inside of the VR 1530 PD; also, make sure that no
hair or clothing can be caught up and pulled into the machine. When you have
finished the push-pull alignment, close the cover of the VR 1530 PD.

10.

Press the torch trigger or the ,Feeder
inching“ button once again.

The wirefeeder motors are aligned
while under load. During the
alignment operation, the right-hand
display will read “run”.

The push-pull alignment is finished
when the previously set values “PPU”
and e.g. “56” reappear on the display.

Press the “Store” button twice to exit
from the Set-up menu.

Important! In the following section, you will find a description of the service codes that

can be displayed during the push-pull alignment.
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Service codes for push-pull alignment

Safety A WARNING! An electric shock can be fatal. Before opening up the machine:
- shift the mains switch into the "O" position
- unplug the machine from the mains
- putup an easy-to-understand warning sign to stop anybody inadvertently
switching it back on again
- using a suitable measuring instrument, check to make sure that electrically
charged components (e.g. capacitors) have been discharged

Error codes
shown when the Err| Eto
drive units are Cause: Incorrect measurement during push-pull alignment.
disengaged Remedy:  Repeat push-pull alignment
(“open-circuit”
alignment) St1|E1
Cause: At minimum wirefeed speed, the wirefeeder motor does not deliver any

actual rotational speed value.
Remedy: Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St1|E2

Cause: At maximum wirefeed speed, the wirefeeder motor does not deliver any
actual rotational speed value.

Remedy:  Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St1|E3

Cause: At minimum wirefeed speed, the wirefeeder motor does not deliver any
actual rotational speed value.

Remedy: Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St1|E4

Cause: At minimum wirefeed speed, the motor of the push-pull unit does not deliver
any actual rotational speed value.

Remedy: Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St1|E5

Cause: At maximum wirefeed speed, the wirefeeder motor does not deliver any
actual rotational speed value.

Remedy:  Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St1|E6

Cause: At maximum wirefeed speed, the motor of the push-pull unit does not
deliver any actual rotational speed value.

Remedy:  Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.
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Error codes
shown when the
drive units are
engaged (“enga-
ged” alignment)

St1|E 16

Cause: Push-pull alignment has been interrupted: Quick-stop was activated by
pressing the torch trigger.

Remedy:  Repeat push-pull alignment

St2 |E 7

Cause: "Push-pull alignment - open-circuit" has not been carried out

Remedy:  Carry out "push-pull alignment - open-circuit"

St2| E 8

Cause: At minimum wirefeed speed, the motor of the wirefeeder does not deliver
any actual rotational speed value.

Remedy: Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2|E9

Cause: At minimum wirefeed speed, the motor of the push-pull unit does not deliver
any actual rotational speed value.

Remedy:  Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2 | E10

Cause: At minimum wirefeed speed, the motor current of the wirefeeder motor is
outside the permitted range. Possible causes of this include the wirefeeder
motors not being engaged, and other wirefeed problems.

Remedy:  Engage the drive units of both wirefeeder motors, arrange the hosepack in
as straight a line as possible; check the inner liner for kinks or soiling;
check the contact pressure on the 2-roller or 4-roller drive of the push-pull
unit.

Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2 | E 11

Cause: At minimum wirefeed speed, the motor current of the push-pull unit is
outside the permitted range. Possible causes of this include the wirefeeder
motors not being engaged, and other wirefeed problems.

Remedy: Engage the drive units of both wirefeeder motors, arrange the hosepack in
as straight a line as possible; check the inner liner for kinks or soiling;
check the contact pressure on the 2-roller or 4-roller drive of the push-pull
unit.

Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2 | E12

Cause: At maximum wirefeed speed, the motor of the wirefeeder does not deliver
any actual rotational speed value.

Remedy: Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2| E13

Cause: At maximum wirefeed speed, the motor of the push-pull unit does not
deliver any actual rotational speed value.

Remedy:  Repeat the push-pull alignment. If the error message re-appears: Contact

After-Sales Service (faulty actual-value pick-up)
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Error codes
shown when the
drive units are
engaged (“enga-
ged alignment”)
(continued)

St2|E 14

Cause:

Remedy:

At maximum wirefeed speed, the motor current of the wirefeeder motor is
outside the permitted range. Possible causes of this include the wirefeeder
motors not being engaged, and other wirefeed problems.

Engage the drive units of both wirefeeder motors, arrange the hosepack in
as straight a line as possible; check the inner liner for kinks or soiling;
check the contact pressure on the 2-roller or 4-roller drive of the push-pull
unit.

Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2 |E 15

Cause:

Remedy:

At maximum wirefeed speed, the motor current of the push-pull unit is
outside the permitted range. Possible causes of this include the wirefeeder
motors not being engaged, and other wirefeed problems.

Engage the drive units of both wirefeeder motors, arrange the hosepack in
as straight a line as possible; check the inner liner for kinks or soiling;
check the contact pressure on the 2-roller or 4-roller drive of the push-pull
unit.

Repeat the push-pull alignment. If the error message re-appears: Contact
After-Sales Service.

St2 | E 16

Cause:

Remedy:

Push-pull alignment has been interrupted: Quick-stop was activated by
pressing the torch trigger.
Repeat push-pull alignment
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Troubleshooting

General remarks

VR 1530 PD error
diagnosis

The following section gives you an overview of the possible causes of errors in
connection with the VR 1530 PD, and of steps you can take to remedy the problem. For
detailed information on the causes of, and remedies for, errors in connection with
wirefeeding in general, please refer to the operating instructions of your power source.

No number (“PPU”) available for selecting the push-pull alignment

Cause: The “PMR4000 PullMig installation kit” has not been installed
Remedy: Install the installation kit

The number of the VR 1530 PD (e.g. “PPU | 56”) - for the push-pull alignment -
cannot be selected

Cause: The “FS Drive” software has not been installed on the power source
Remedy: Equip the power source with the “FS Drive” software

The drive-head of the VR 1530 PD does not rotate

Cause: The control plug of the VR 1530 PD is not plugged in
Remedy:  Connect up the control plug of the VR 1530 PD to the torch-control
connection point on the wirefeeder or on the TPS 2700 power source

Cause: The connecting cable on the VR 1530 PD is defective
Remedy:  Check the connecting cable and have it changed if necessary

Irregular wirefeed speed

Cause: The feed rollers of the VR 1530 PD are not applying sufficient pressure to
the wire

Remedy: Turn the knurled nut completely into Position (B) (Fig.2), and tighten it by hand
to fix it in place
Use a pressure spring that is suitable for the filler metal that is being used
(see the section headed “Defining the contact pressure on the VR 1530 PD”)

Cause: The wrong contact pressure has been set on the 4-roller drive
Remedy:  Set the correct contact pressure on the 4-roller drive
(see the section headed “Configuration table”)

Cause: Wire feed rollers defective
Remedy: Replace wire feed rollers

Welding wire is deformed or snaps

Cause: The feed rollers of the VR 1530 PD are applying too much pressure to the wire
Remedy: Use a pressure spring that is suitable for the filler metal that is being used
(see the section headed “Configuration table”)

Cause: The contact pressure on the 4-roller drive is set too high
Remedy:  Set the correct contact pressure on the 4-roller drive
(see the section headed “Configuration table”)

Cause: VR 1530 PD turns too fast or too slowly
Remedy:  For push-pull alignment, select the right number (e.g. “PPU | 56”) for the
VR 1530 PD (see the section headed “Configuration table”)

Cause: Wire feed rollers defective
Remedy: Replace wire feed rollers
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VR 1530 PD error
diagnosis
(continued)

VR 1530 PD overheats

Cause: Inadequate cooling; not enough coolant return-flow to the cooling unit, or
none at all

Remedy:  Check whether the VR 1530 PD is completely connected up; check the
cooling unit and vent it if necessary; check the coolant through-flow in the
VR 1530 PD

Err | 056

Cause: Wirefeeder lid not closed. Safety cutoff triggered.

Remedy: Close lid well and press Store button

EFd | xx.x, EFd | 8.1

Cause: Wirefeeder motor is stuck / defective

Remedy:  Check the wirefeeder motor and replace it if necessary

EFd | 8.2

Cause: Error in the wirefeed system (overcurrent in the drive of the push-pull unit)

Remedy:  Arrange the hosepack in as straight a line as possible; check the inner
liner for kinks or soiling; check the contact pressure on the VR 1530 PD

EFd | 9.1

Cause: External supply voltage: The supply voltage has dropped below the
tolerance range

Remedy:  Check the external supply voltage

EFd | 9.2

Cause: External supply voltage: The supply voltage has risen above the tolerance range

Remedy:  Check the external supply voltage

EFd | 12.1

Cause: No actual rotational speed value from the wirefeeder motor

Remedy:  Check the actual-value pick-up and the cable connections to & from it, and
replace if necessary

EFd | 12.2

Cause: No actual rotational speed value from the push-pull unit

Remedy:  Check the actual-value pick-up and the cable connections to & from it, and

replace if necessary
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Care, maintenance and disposal

General remarks

Every time before
starting to use
the VR 1530 PD

Disposal

Under normal operating conditions, the VR 1530 PD needs only a minimum of care and
maintenance. However, to ensure continued trouble-free operation of your welding torch
for years to come, there are a few basic points that you should observe:

- Inspect the VR 1530 PD, interconnecting cable and earth connection for any signs
of damage

Dispose of used coolant, and of the VR 1530 PD itself at the end of its useful life, in
accordance with all applicable national and local regulations.

Technical data

VR 1530 PD

VR 1530 PD
Supply voltage (supply via the power source) 42V DC
Rated current 3.5A
Wire speed
at wire diameter 1.0 mm (0.035 in.) 20 m/min (788 ipm)
at wire diameter 1.2 mm (0.045 in.) 22 m/min (867 ipm)
at wire diameter 1.6 mm (1/16 in.) 22 m/min (867 ipm)
Protection system IP 20
Dimensions (I x b x h) 360,5x215,5 x 124 mm (14.2x8.49 x 4.89in.)
Weight 6,9 kg (15.21b.)
Wire diameter 1,0; 1,2; 1,6 mm (0.035; 0.045; 1/16 in.)
Drive Planetary drive
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VR 1530 PD

CONTROL UNIT ~ VR1500—xx
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FRONIUS INTERNATIONAL GMBH
BuxbaumstralRe 2, A-4600 Wels, Austria
Tel: +43 (0)7242 241-0, Fax: +43 (0)7242 241-3940
E-Mail: sales@fronius.com
www.fronius.com

www.fronius.com/addresses
Under http://www.fronius.com/addresses you will find all addresses
of our Sales & service partners and Locations.
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